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Written By 

Checked & Approved By 
Comment 


: 48195 
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Part Number 
Drawing Number 
Project Number 
Drawing Revision 
Material 

Due Date 


S.O.No. : 


Type : MACHINED PARTS 


: EstA 01.07.11 New Issue SM 
est B 07.04.09 revcdwg EC 


Additional Product 


Job Number: 


MALA 


Seq. #: Machine Or Operation: 
10 D2423 


Description : 
Lug Extrusion 


: D30411 

- D3041 REV C 
: NA 

DC 


': 12/06/2009 


Comment Qty: 0.0875 f(s/Unit Total: — 3.4986 f(s) 
Lug Extrusion 
(D2423) Batch: 6 4] $12 


BAND SAW 


4 39/06 po 


all 


(o) 


Comment: BAND SAW 


Cut D2423 Extrusion: 1.250" Long 


HAAS1 


HAAS CNC VERTICAL MACHINING #1 


94 [ot jo 


Gs 


> 


Comment: HAAS CNC VERTICAL MACHINING #1 
Machine per folio FA153 


2 


Comment: INSPECT PARTS AS THEY COME OFF MACHINE 


8 


Comment: SECOND CHECK 
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Dart Aerospace Ltd. > DEUM 4 


WORK ORDER CHANGES 


Approval 
Chief Eng / 


Approval 
QC Inspector 


DATE PROCEDURE CHANGE 


M Gr uh f 
Part No: © OU -|  PAR#: dla Fault Category: Need uen YZZ Wo Daa: AM Date: Coco 
Resolution: SecrRe Disposition: DEZAP GA: N/C Closed: Date: 65/+7/$ 
- ANCE (NCR 
NCR: Bas WORK ORDER NON-CONFORM ( ) 


Description of NC Corrective Action — Section B Verification | Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng | QC Waas 
Chief Eng Chief Eng Date 7 


TS an thner bere heve 
05 o6.) b 7$ excessive de-la (1.077"). 
Loan A Parea vr) 


NOTE: Date 8 initial all entries 


HMFORMS'Quality Assurance\approved QA\NCRWO RevE 


Date: Monday, 25/05/2009 12:48:49 PM 


1 " 
: lie Da 
peer po o Process Sheet 
Customer: CU-DAROO1 Dart Helicopters Services > Drawing Name: CLAMP 
Job Number: 48195 Part Number: D30411 


Seq. #: Machine Or Operation: Description : 
HAND FINISHING1 HAND FINISHING RESOURCE #1 


Comment: HAND FINISHING RESOURCE #1 
Acid etch and Alodine as per QSI 005 4.1 


Comment: INSPECT WORK TO CURRENT STEP 
POWDER COATING POWDER COATING 


MN sium 


Comment: POWDER COATING 
«Powder Coat White Gloss (Ref: 4.3.5.1) as per QS! 005 4.3 
-Nfask inside of 0.8120" diameter hole 


INSPECT WORK TO CURRENT STEP 


START TIME: 12.4 Oe 
OVEN TEMPERATURE: _ > 2494 g 
—— TIME: 


Comment: INSPECT POWDER COAT 


D2611 


Comment: Qty: — 1.0000 Each(s)/Unit Total: 40.0000 Each(s) 
Bearing 
Pick: 
Qty PartNumber Description 
1  D2611 Bearing 
SMALL FAB 1 SMALL & MEDIUM FAB RESOURCE V 


THT I 


Comment: SMALL & MEDIUM FAB RESOURCE 1 
1- Press D2611 bearing into lug as per Dwg D3041 using DT9472 


2- Stake bearing into place as per Dwg D3041 using DT9456 l - SG lot / o y (9) 


3- Touch up stake mark with white Imron paint using fine point paint brush. 
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Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Chist Eng! | Approval 
QC Inspector 


Part No: D304 l- Í PAR #: dla Fault Category: NUN Fal NCR: (es) No DQA: 


Date: CL 96.25 


Resolution: > Scéno Disposition: Sep QA: N/C Closed: Date: Ô $27 S 
NCR: 8145 WORK ORDER NON-CONFORMANCE (NCR) 


- - | 
DATE "STER Description of NC on Action l Section B 
Section A 
UJTA 5 7 C | 
aje dot] d | l) 
| 
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Date: Monday, 25/05/2009 12:48:49 PM 
User: “ Julie Dawson Process Sheet 
Customer: CU-DAROO1 Dart Helicopters Services Drawing Name: CLAMP 


Job Number: 48195 Part Number: D30411 


Machine Or Operation: Description : 
INSPECT WORK TO CURRENT STEP 


k QC5 
Comment: |INSPECT WORK TO CURRENT STEP MI BY 


PACKAGING 1 PACKAGING RESOURCE #1 


N) NL 6» 


Comment: PACKAGING RESOURCE #1 
Identify and Stock 
Location: Me. 


QC?1 


Comment: FINAL INSPECTION/W/O RELEASE 
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Dart Aerospace Ltd 


| W/O: WORK ORDER CHANGES 
Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / R 
Prod Mgr nspector 
Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: > Disposition: QA: N/C Closed: Date: 


WORK ORDER NON-CONFORMANCE (NCR) 
DATE | STEP 


ms i ion tion B 
Description of NC S Corrective Actio Section 
Section A | 


i 
NOTE: Date & initial all entries 
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FIRST ARTICLE INSPECTION CHECKLIST 
[x] First Article [| Prototype 
Drawing 


Actual 
. |, Tolerance aar of 
Dimension Dimension nspection 


0.275 +1-0.010 (Y2YS | 
+/-0.010 
+1-0.010 |O 4e | 
+/-0.010 
+1-0.010 lo, Sf | 
+/-0.010 
+/-0.030 


R0.063 


| (2 


KLE T 


+0.005-0.000 


RO.375 */-0.010 
0.375 */-0.010 
RO.250 +/-0.010 


| Measured by: 


i 
Audited by: Prototype Approval: 
| Date | Date] OSÍ ]| — Date NA | 


[Rev] Date [Change — .— .— | — h— h1.h Á  Á— à à. À 0. &— $$] 7 
09.05.04 KJ/DD 9 
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DART AEROSPACE LTD Work Order: | HGS A9 | 
[p o ves ora e 

Description: Clamp |  PartNumber:| — D3041-1 | 
pr lec AH 1 

Inspection Dwg: D3041 Rev: C | Pagg 1 oft | 


R1.225 1 


ENGRAVE P/N TO DEPTH 
LOCATION WITH TOOL OF 6.91090,008 IN THIS ` 
TIP RAD OF 0.015+0.005 LOCATION WITH TOOL 
c E 9 


O 
TIP RAD OF 0.01540.005 
0.8110 
STAKE BEARING 


B 
R0.375 
(TYP) 
+0.005 D3041-3 CLAMP 
0.257 y 000 D3041-3 CLAMP 
-0. (SAME AS D3041-1 
: K : : EXCEPT AS SHOWN) 
D3041-1 CLAMP X d 
D3041-1 CLAMP CHANGED BEARING HOLE TOLERANCE 
060605 | CHG TO RND END DETAIL, 0.063 WAS 
De. 0.032, ADD TOL. & 03041-5/-7 
OTES k 
TES: : [REV] 
1) MATERIAL: MANUFACTURE FROM D2423 EXTRUSION 3 ; DRAWN BY 
A 2) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 DART AEROSPACE USA, INC. A 
POWDER COAT WHITE (4.3.5.1) PER DART OSI 005 4.3 
3) TOLERANCES ARE PER:DART OSI 018 UNLESS OTHERWISE NOTED L 
4) ALL DIMENSIONS ARE 1N INCHES UNLESS OTHERWISE NOTED 
5) BREAKALL SHARP-CORNERS 0.010 TO 0.020 DATE 
6) STAKE D2611 BEARING-AFTER POWDER COAT 
7) PART IS SYMMETRIC ABOUT 06.10.18 CLAMP 
5 -3 -j 4 z = COPYRIGHT © 2001 BY DART AEROSPACE USA, INC. 
= a O i THES DOCUMENT 13 PRIVATE AND CONFIDENTIAL AND t3 SUPPLIED ON THE EXPRESS CONDITION THAT (T IS NOT TO BE USED FOR ANY PURPOSE 
"UO T - X3 OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT WRITTEN PERMISSION FROM DART AEROSPACE USA. INC. 
8 e^ El z = 572 a é 5 4 3 2 1 
mcm O 
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5g 
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mo 
4% 
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E P/N TO DEPTH 


c 
ENGRAVE P/N TO DEPTH 
OF 0.010+0.005 IN THIS 
LOCATION WITH TOOL 
TIP RAD OF 0,015+0.005 
CHAMFER 0.100 x 45" 


(AROUND 4 EDGES) 


D 3041-7 CLAMP 


(SAME AS D3041-5 
` EXCEPT AS SHOWN) 
D3041-5 CLAMP 


POTEP: RIAL: MANUFACTURE FROM 02423 EXTRUSION 
A 2) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 
3) TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED 
4) ALL DIMENSIONS ARE IN INCHES UNLESS OTHERWISE NOTED 
5) BREAK-ALL SHARP CORNERS 0.010 TO 0.020 
V PART IS SYMMETRIC ABOUT 


NEIN DART AEROSPACE USA, INC. 
CB PORT HADLOCK, WA 


A 
R) e nero 
ii n D3041 SHEET 2 OF 2 
DATE TITLE SCALE 
4 ZB — £ 06.10.18 CLAMP 
z z = = COPYRIGHT © 2001 BY DART AEROSPACE USA INC. "T 
ad Bž anar TT žb hop 
9 > 589530 ; 
<S C9 > Q 
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